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This invention relates to an improved method for 
manufacturing open-celled, porous ceramic structures 
which are useful as heat-resistant filters for molten metal, 
as heat-resistant catalyst supports and in other applica- 
tions. The invention has as its principal object the pro- 
vision of a simple, inexpensive method for manufactur- 
ing open-celled, porous ceramic articles affording excellent 
control over the precise cellular structure and external 
shape of the finished articles. 

Cellular ceramic articles are produced in accordance 
with the present invention by immersing an open-celled 
porous element of pliable synthetic or natural organic 
material in a slurry of finely-divided ceramic powder plus 
ceramic binder so as to uniformly coat the inner cell- 
defining walls of the element with a thin layer of the 
slurry. After the excess slurry is removed from the 
ceramic-coated porous element, the latter is fired to com- 
pletely vaporize and burn out the organic material and, 
if desired, to vitrify the ceramic. In this manner the 
precise shape and internal structure of the original porous 
element may be reproduced in hard, self-sustaining cera- 
mic. The principal steps in the process of this invenUon 
are illustrated in the accompanying flow sheet. 

Various ceramic materials, including zircoma. zircon, 
petalite, mullite, talc, silica and alumina, may be used 
in practicing this invention. The binder in the slurry 
is important to eliminate the danger of the ceramic ar- 
ticle's collapsing during or after removal of the organic 
material and before the ceramic has vitrified Clay and 
sodium silicate are examples of suitable binders, and we 
have found that a cement binder consisting of calcium 
aluminate and either phosphoric acid or sodium silicate 
produces superior results. The constituents of the cement 
can be mixed together before addition to the slurry, or 
they may be added separately. 

In some instances it is desirable to include a flux in 
the slurry to reduce the vitrification temperature and im- 
prove the physical properties of the finished ceramic ar- 
ticle. Generally, however, fluxes aTe not essential be- 
cause the binder material itself will serve as a flux during 
vitrification of the ceramic. Silica and the alkaline earth 
oxides and silicates are typical fluxes and are of parUcular 
utility in combination with alumina. 

If the porous ceramic article being manufactured is 
intended as a catalyst support, the ceramic may include 
any of the well-known catalytic oxides, such as chromium 
oxide, nickel oxide, copper oxide or vanadium pentoxide, 
which are useful as hydrocarbon oxidation catalysts for 
engine exhaust gas catalytic afterburners and the like. 
The catalyst may be mixed in the cement or it may be 
subsequently added as an aqueous slurry to the porous 
ceramic article after the firing operation. In that event, 
the treated article should be subsequently heated to evapo- 
rate the water. Platinum also is a useful catalyst. The 
porous ceramic part can be dipped into a platinum chlo- 
ride solution, the liquid then being evaporated by the 
application of heat 

While a number of commercially available open-cell, 
organic sponge materials, such as cellulose sponge or 
poyvinyl chloride foam, may be used to practice the in- 
vention, we have found that polyurethane foam is greatly 
preferred. This latter material is available commercially 
in a large variety of open cell sizes ranging from a struc- 


ture having extremey small cells, which is desirable for 
the manufacture of ceramic filters, to a large cell structure, 
which appears preferable where the ceramic article is to 
be used as a catalyst carrier. Such open-cell polyurethane 
5 foam materials are prepared by reacting a polyisocyanate, 
such as toluene diisocyanate, with a polyethcr or polyester 
containing hydroxyl groups under conditions and in pro- 
portions to provide a spongy pad having the desired per- 
centage of open cells. A typical polyester used is the 
10 reaction product of adipic acid and ethylene glycol, while 
polyethylene ether glycol is an example of an appropriate 
polyether. A separate foaming agent, such as water, 
normally is employed or, in the case of a polyester, the 
release of carbon dioxide may accompany the reaction 
16 of the polyisocyanate with the polyester. A catalyst 
generally is also used to promote the reaction of the 
polyisocyanate with the polyester or polyethcr. In some 
instances the proportion of open cells can be beneficially 
increased by immersing the pad in a solution of sodium 
20 hydroxide to dissolve some of the thin walls separating 
the cells. 

When an open-cell foam pad or sponge is used as tne 
skeletal supporting structure in the process, a sponge hav- 
ing approximately 15 to 50 pores per linear inch has 
o K produced tbe best results. However, with such a di- 
mensionaily stable foam, the cell structure may vary 
to a considerable extent. 

If desired, the invention may be practiced by using 
a flexible, porous mat formed of organic fibers, euher 
™ woven or felted, instead of the cellular sponge to produce 
a fibrous ceramic article having the shape and structure 
Of the mat. While the open-cell polyurethane foams 
produce superior results in general, a skeleton of fiber 
cord mesh can be conveniently employed to produce a 
q« very open, delicately constructed but sturdy ceramic struc- 
ture The fibers absorb the water from the coaung 
cement and aid in the buildup of a uniformly thick 
coating In this respect, absorbent skeletal material, 
such as cotton, wool, paper, sisal and other natural fibers, 
40 are superior to the non-porous and nonabsorbent synthe- 
tic fibers. With the latter materials, uniformity of coat- 
ing is more dependent upon the adhesive properties of 
the coating slurry. Therefore, coating compositions con- 
taining calcium aluminate and either phosphoric acid or 
45 sodium silicate have proved to be particularly useful in 
coating nonabsorbent synthetic fibers because of tbe ex- 
cellent adhesion characteristics of such compositions. A 
slurry containing clay, on the other hand, performs satis- 
factorily for coating highly absorbent fibers. It also 
GO should be noted that coating compositions containing 
calcium aluminate and phosphoric acid or sodium silicate 
do not readily collapse during burnout and permit greater 
flexibility in firing temperatures and times because the 
coating develops reasonable strength by means of a Jow- 
55 temperature reaction. ( . 

In general, the size of the powder constituents m Hie 
slurry may range from -80 mesh to -600 mesh and 
we have achieved excellent results with -325 mesti 

60 likewise, the binder content of the slurry may vary 
appreciably, depending on the nature of the binder and 
skeletal material and the mesh size of the powders pres- 
ent. If an extremely fine powder is used\ the binder 
content should be increased, of course. The amoun 
65 of binder need be only sufficient to prevent collapse of 
the ceramic structure during burnout of the organic 
base or it may constitute the entire final structure. Best 
results usually are obtained when the binder constitutes 
at least 20% of the weight of the slurry. The granular 
10 ceramic or non-cement portion of the mix preferably 
should not exceed about 75% or 80% by weight of the 
slurry although the practical maximum is that amount 
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which still permits sufficient cement to be present to 
prevent collapse of the structure during burnout. Thus 
it will be seen that the cement or binder in the slurry 
actually will also function as the ceramic or refractory 
which constitutes the final product. Unless otherwise 
indicated, therefore, the term "ceramic" is used in the 
appended claims as encompassing this type of binder. 

As hereinbefore stated, the preferred binder consists 
essentially of calcium aluminate with the remainder be- 
ing either sodium silicate or phosphoric acid, preferably 
in the form of an aqueous solution. If used with com- 
mercial sodium silicate containing approximately 60% 
water, the amount of calcium aluminate normally should 
constitute about 30% to 70% of the weight of the binder. 
When a silicate-type binder is employed, a small amount 
of wetting agent may be beneficially included in the slurry 
or glycerin may be substituted for the water. If phos- 
phoric acid is used, the mole ratio of aluminate to acid 
preferably should not be less than one. The supporting 
polyurethane structure usually will be destroyed prema- 
turely if the phosphoric acid content exceeds that of cal- 
cium aluminate on a molar basis, 

The slurry must be sufficiently viscous to prevent ex- 
cessive drainage from the porous supporting structure af- 
ter coating. Of course, its viscosity should not be so 
great as to restrict penetration of the slurry into the cells 
upon compression and expansion of the structure. The 
thickness of the cement coating on the supporting mem- 
branes will vary with the viscosity of the slurry as well 
as by its composition and amount applied. 

The following specific embodiments will serve to more 
fully illustrate the invention: 

Example I 

We prepared an aqueous slurry composed, by weight, 
of about 67% of 100 mesh and finer zircon powder, 10% 
calcium aluminate, 15% phosphoric acid (73% H 3 P0 4 , 
25% H 2 0) and 8% additional water. A rectangular slab 
of open-cell polyurethane foam was immersed in this 
slurry and, while so immersed, was alternately compressed 
and permitted to expand until the slurry extended com- 
pletely through the foam. This required approximately 
two minutes. The foam slab was then removed from the 
solution and the excess slurry squeezed out Next, the 
slab was heated for about two hours at 200° F. to evap- 
orate the water, and then it was fired from room tempera- 
ture to approximately 2550° F. and back to room tem- 
perature over an eight-hour period. The resultant rec- 
tangular, open-celled porous ceramic article had excel- 
lent physical strength for use as a high heat-resistant fil- 
ter for molten metals. 

Example II 

A composition similar to that described in Example I 
was prepared, except that 3% by weight of vanadium pent- 
oxide powder having a —325 mesh size was substituted 
for 3 % of the zircon powder. The processing procedure 
also was the same, but a larger celled polyurethane foam 
was used, and the treated slab was fired to a temperature 
of about 2450° F. during the eight-hour cycle. The 
ceramic structure thus produced was used as a catalyzer 
for the oxidation of unburned hydrocarbons in vehicle 
engine exhaust gas. 

Example III 

We prepared an aqueous slurry consisting, by weight, 
of about 59% milled alumina, 15% calcium aluminate, 
16% phosphoric acid (75% H 3 P0 4 , 25% H a O) and 10% 
additional water. A rectangular slab of open-cell poly- 
urethane foam was immersed in this slurry and, while so 
immersed, was alternately compressed and permitted to 
expand to its original shape until the slurry occupied vir- 
tually all the pores in the slab. The saturated foam slab 
then was removed from the impregnating solution and 
the excess slurry squeezed out. In this manner, the walls 


of the cells were provided with a relatively thin coating 
of the slurry. The slab was next heated for about thirty 
minutes at a temperature of about 300* F. to remove the 
volatile constituents and harden the cement, after which it 

5 was fired to approximately 2100° F. over an eight-hour 
period. The vitrified, open-celled ceramic foam article 
made by this procedure possessed satisfactory strength and 
excellent pore structure. 
Another slurry which was tested consisted, by weight, 

j 0 of about 10% calcium aluminate, 10% sodium silicate, 
10% water and the balance an alumina base batch con- 
sisting of 94% A1 2 0 3 , 3% Si0 2 and 3% talc. The open- 
celled ceramic structure produced from this composition 
also proved to be satisfactory. Likewise, a slurry com- 

15 posed, by weight, of about 67% powdered zircon, 10% 
calcium aluminate, 15% phosphoric acid (75% HgPO*. 
25% H 2 0) and 8% additional water was evaluated and 
found to produce a useful article. 
Various clays, such as bentonite, ball clay and kaolin, 

20 can be beneficially added to the above-described slurries 
to insure against collapse of the ceramic structure during 
burnout of the foam. The inclusion of approximately 
10% by weight of clay in this solution aids in supporting 
the structure during the firing operation. 

25 The firing temperature depends upon the particular 
ceramic used in the process and the temperature to which 
the resultant article is to be subjected. For example, 
porous structures formed from compositions containing 
considerable calcium aluminate and sodium silicate or 

30 phosphoric acid will harden at room temperature, and 
the firing temperature need be only high enough to burn 
out the organic material. Other structures, such as those 
in which calcium aluminate cement is used primarily as 
a temporary binder to permit the organic support ma- 

35 terial to be safely burned out, may need to be fired at a 
temperature sufficiently high to permit sintering of the 
ceramic materials present. Hence, the firing temperature 
depends on the nature of the constituents, their particle 
sizes, and the types and amounts of fluxes used, if any. 

40 In general, it appears that the firing temperature may vary 
from about 500° F. to 3000 B F. If the porous ceramic 
article is to be used at extremely high temperatures, the 
article should.be vitrified by the firing operation. 

Of course, the firing time is governed to a considerable 
extent by the maximum temperature attained. To avoid 

*° damage due to heat shock, the coated article is heated 
gradually to the maximum firing temperature and then 
cooled slowly. Excellent results have been obtained with 
an eight-hour firing cycle in which the article is heated 
from room temperature to 25000° F. over a four-hour 
period and gradually cooled to room temperature during 
the next four hours. Of course, to prevent rupture of the 
thin ceramic walls, it is always desirable to evaporate the 
liquid in the slurry before exposing the article to a very 
high temperature. 

As hereinbefore indicated, porous ceramic structures of 
the type described above are useful as supports for cata- 
lysts employed in the combustion of exhaust gases. Ac- 
cordingly, we have taken cylindrical speciments of poly- 
urethane foam approximately four inches in length and 
u two and one-half inches in diameter and coated these 
speciments with the cement described in Example I 
above. Immediately after coating, the treated foam speci- 
mens were inserted into ground but unfired sleeves having 
%6-inch thick walls formed from a high alumina compo- 
sition, such as one consisting, by weight, of about 90% 
alumina, 4.7% clay, 4% talc and 1.3% strontium car- 
bonate. The inner diameters of these sleeves were slightly 
smaller than the diameters of the coated foam cylinders. 

70 Next, the coated polyurethane foam inserts were per- 
mitted to harden within the sleeve, and the assemblies 
were fired at temperatures ranging from approximately 
2550° F. to 2950° F. The finished products were then 
assembled in exhaust systems of automobiles. 

75 In another application, coated foam slabs nine inches 
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square and one inch thick were each sandwiched between 
two Vi-inch thick mesh fiber cord sheets coated with a 
cement composed, by weight of about 66% zircon 
powder, 10% calcium aluminate, 15% phosphoric acid 
(75% H 3 P0 4 , 25% H 3 0) and 8% additional water. 
After assembly/ the units were placed upon flat steel 
plates, weighted to insure intimate contact between the 
parts and to prevent warpage, and hardened by heating 
. for two hours at a temperature of 200' F. These as- 
semblies then were fired to about 2550° F. m eight hours 
to vitrify the ceramic. During the firing cycle, the as- 
semblies were positioned on flat plates which had been 
coated with thin layers of boralon powder to prevent 
development of shrinkage cracks. The Tesultant prod- 
ucts were used as filters for molten aluminum. 

The open-celled porous ceramic structures produced 
by the above-described process contain an appreciably 
higher percentage of voids than do porous ceramic ar- 
ticles manufactured by other methods. For example, 
in the past an organic filler has been mixed With a ceramic 
powder and the resultant article fired to burn out the 
filler. Since a very large amount of filler is required 
in order to produce interconnected cells by this method, 
the article either is very weak or has a high percentage 
of closed cells. ' . „ - 

While our invention has been described by means of 
certain specific examples, it is to be understood that its 
scope is not to be limited thereby except as defined by 
the following claims. 
We claim: 

1. A method of making an open-celled, porous ceramic 
article which comprises immersing an open-celled element 
of spongy material in a slurry containing a ceramic 
coating material to coat cell-defining walls of said ele- 
ment, removing excess slurrry from said element and 
firing said element to remove the spongy material and 
form a hardened structure of porous ceramic. 

2 A method of making an open-celled, porous ceramic 
article which comprises immersing an open-celled ele- 
ment of spongy material in a slurry containing ceramic 
powder and binder to coat cell-defining walls of said 
element, removing excess slurry from the ceramic-coa ed 
element thus produced, and heating said element at a 
temperature and for a time sufficient to remove the 
spongy material and harden said binder. 

3 A method of making an open-celled, porous ceramic 
article which comprises immersing an open-celled, 
spongy pad in a slurry containing a ceramic coating ma- 
terial, retaining said pad in said slurry for a period of 
time sufficient to coat cell-defining walls of said pad, 
removing excess slurry from the resultant ceramic-coated 
element, and firing said element at a temperature of 
about 500° F. to 3000° F. to remove the organic ma- 
terial and form a solidified structure of porous ceramic. 

4 A method of making an open-celled, porous ceramic 
article which comprises immersing an open-celled, flex- 
ible element of organic material in a slurry containing 
ceramic binder and at least one finely-divided ceramic 
powder selected from the group consisting of zircoma, 
zircon, petalite, mullite, talc, silica and alumina, retain- 
ing said element in said slurry for a period of time suf- 
ficient to coat cell-defining walls of said element, remov- 
ing excess slurry from the ceramic-coated, porous ele- 


ment thus produced, and firing said element to remove 
the organic material, vitrify the ceramic and produce a 
hard, self-sustaining, open-celled ceramic article having 
the/ shape and internal structure of the original phable 

e, T°A method of making an open-celled, porous ceramic 
article which comprises immersing an open-cell poly- 
urethane foam element in a slurrry containing a ceramic 
coating material to cause cell-defining walls of said ele- 
ment to become coated with said slurry, removing excess 
slurry from the ceramic-coated element, and thereafter 
firing .said element at a temperature sufficient to burn 
out the polyurethane and form a hardened structure or 
porous ceramic, 

6. A method of making an open-cell, porous ceramic 
article which comprises immersing an open-cell poly- 
urethane foam pad in an aqueous sluny containing 
finely-divided ceramic powder and ceramic binder, flex- 
ing said pad while in said slurry to coat inner, cell-de- 
fining walls of said element, squeezing out excess slurry 
from the resultant ceramic-coated pad and thereafter 
firing said pad at a temperature of about 500 F. to 3000 
F ttrburn out the polyurethane to thereby produce a 
hard, self-sustaining, open~ce!led ceramic article having 
tbe shape and internal structure of the original poly- 
urethane foam pad. ^ o - 

7. A method of making an open-celled, porous ceramic 
article which comprises immersing an open-celled, porous 
element of flexible, organic material in a slurry consist- 
ing essentially of about 20% to 80% by weight of ceramic 
powder and 20% to 80% by weight of ceramic binder 
retaining said element in said slurry for a period of 
time sufficient to coat cell-defining walls of said element, 
removing excess slurry from said element and thereafter 
firine said element at a temperature of about 500 r% to 
3000° F. for a period of time sufficient to remove tne 
organic material and vitrify the ceramic. 

8 A method of making an open-celled, porous ceramic 
article which comprises immersing an open-cell poly- 
urethane foam pad in a slurry consisting essentially of 
about 20% to 75% by weight of finely-divided ceramic 
powder, 20% to 75% by weight of a binder composed 
of approximately 30% to 70% by weight of calcium 
aluminate and 30% to 70% by weight of a member 
selected from the group consisting of phosphoric acid 
and sodium silicate, and the balance substantially alt 
water, retaining said pad in said slurry for a period of 
time sufficient to coat the inner, cell-defining wal s of 
said pad, compressing said pad to remove excess slurry 
50 therefrom, heating said pad to evaporate volatile con- 
stituents in said slurry, and thereafter nrrngsaid^coated 
pad at a temperature of about 500° F. to 3000 ' F. for a 
period of time sufficient to burn out the polyurethane 
and vitrify the ceramic to thereby produce a hard, self- 
sustaining, open-celled ceramic article having the shape 
and internal structure of the original porous element 
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This invention relates to an improved method for 
manufacturing open-celled, porous ceramic structures 
which are useful as heat-resistant filters for molten metal, 
as heat-resistant catalyst supports and in other applica- 
tions. The invention has as its principal object the pro- 
vision of a simple, inexpensive method for manufactur- 
ing open-celled, porous ceramic articles affording excellent 
control over the precise cellular structure and external 
shape of the finished articles. 

Cellular ceramic articles are produced in accordance 
with the present invention by immersing an open-celled 
porous element of pliable synthetic or natural organic 
material in a slurry of finely-divided ceramic powder plus 
ceramic binder so as to uniformly coat the inner cell- 
defining walls of the element with a thin layer of the 
slurry. After the excess slurry is removed from the 
ceramic-coated porous clement, the latter is fired to com- 
pletely vaporize and burn out the organic material and, 
if desired, to vitrify the ceramic. Jn this manner the 
precise shape and internal structure of the original porous 
element may be reproduced in hard, self-sustaining cera- 
mic. The principal steps in the process of this invention 
are illustrated in the accompanying flow sheet. 

Various ceramic materials, including zirconia. zircon, 
petalite, mullite, talc, silica and alumina, may be used 
in practicing this invention. The binder in the slurry 
is important to eliminate the danger of the ceramic ar- 
ticle's collapsing during or after removal of the organic 
material and before the ceramic has vitrified. Clay and 
sodium silicate are examples of suitable binders, and we 
have found that a cement binder consisting of calcium 
aluminate and either phosphoric acid or sodium silicate 
produces superior results. The constituents of the cement 
can be mixed together before addition to the slurry, or 
they may be added separately. 

In some instances it is desirable to include a flux in 
the slurry to reduce the vitrification temperature and im- 
prove the physical properties of the finished ceramic ar- 
ticle Generally, however, fluxes are not essential be- 
cause the binder material itself will serve as a flux during 
vitrification of the ceramic. Silica and the alkaline earth 
oxides and silicates are typical fluxes and are of particular 
utility in combination with alumina. 

If the porous ceramic article being manufactured is 
intended as a catalyst support, the ceramic may include 
any of the well-known catalytic oxides, such as chromium 
oxide, nickel oxide, copper oxide or vanadium pentoxide, 
which are useful as hydrocarbon oxidation catalysts for 
engine exhaust gas catalytic afterburners and the like. 
The catalyst may be mixed in the cement or it may be 
subsequently added as an aqueous slurry to the porous 
ceramic article after the firing operation. In that event, 
the treated article should be subsequently heated to evapo- 
rate the water. Platinum also is a useful catalyst. The 
porous ceramic part can be dipped into a platinum chlo- 
ride solution, the liquid then being evaporated by the 
application of heat 

While a number of commercially available open-cell, 
organic sponge materials, such as cellulose sponge or 
poyvinyl chloride foam, may be used to practice the in- 
vention, we have found that potyurethane foam is greatly 
preferred. This latter material is available commercially 
in a large variety of open cell sizes ranging from a struc- 


ture having extremey small cells, which is desirable for 
the manufacture of ceramic filters, to a large cell structure, 
which appears preferable where the ceramic article is to 
be used as a catalyst carrier. Such open-cell polyurethane 
5 foam materials are prepared by reacting a polyisocyanate, 
such as toluene diisocyanate, with a polyethcr or polyester 
containing hydroxyl groups under conditions and in pro- 
portions to provide a spongy pad having the desired per- 
centage of open cells. A typical polyester used is the 
jq reaction product of adipic acid and ethylene glycol, while 
polyethylene ether glycol is an example of an appropriate 
polyether. A separate foaming agent, such as water, 
normally is employed or, in the case of a polyester, the 
release of carbon dioxide may accompany the reaction 
16 of the polyisocyanate with the polyester. A catalyst 
generally is also used to promote the reaction of the 
polyisocyanate with the polyester or polyether. In some 
instances the proportion of open cells can be beneficially 
increased by immersing the pad in a solution of sodium 
20 hydroxide to dissolve some of the thin walls separating 
the cells. 

When an open-cell foam pad or sponge is used as the 
skeletal supporting structure in the process, a sponge hav- 
ing approximately 15 to 50 pores per linear inch has 
05 produced the best results. However, with such a di- 
mensionally stable foam, the cell structure may vary 
to a considerable extent. 

If desired, the invention may be practiced by using 
a flexible, porous mat formed of organic fibers, either 
30 woven or felted, instead of the cellular sponge to produce 
a fibrous ceramic article having the shape and structure 
of the mat. While the open-cell polyurethane foams 
produce superior results in general, a skeleton of fiber 
cord mesh can be conveniently employed to produce a 
35 very open, delicately constructed but sturdy ceramic struc- 
ture. The fibers absorb the water from the coating 
cement and aid in the buildup of a uniformly thick 
coating. In this respect, absorbent skeletal material, 
such as cotton, wool, paper, sisal and other natural fibers, 
40 are superior to the non-porous and nonabsorbent synthe- 
tic fibers. With the latter materials, uniformity of coat- 
ing is more dependent upon the adhesive properties of 
the coating slurry. Therefore, coating compositions con- 
taining calcium aluminate and either phosphoric acid or 
45 sodium silicate have proved to be particularly useful in 
coating nonabsorbent synthetic fibers because of the ex- 
cellent adhesion characteristics of such compositions. A 
slurry containing clay, on the other hand, performs satis- 
factorily for coating highly absorbent fibers. It also 
00 should be noted that coating compositions containing 
calcium aluminate and phosphoric acid or sodium silicate 
do not readily collapse during burnout and permit grcaier 
flexibility in firing temperatures and times because the 
coating develops reasonable strength by means of a low- 
55 temperature reaction. t 

In general, the size of the powder constituents in tne 
slurry may range from —80 mesh to —600 mesh, and 
we have achieved excellent results with -325 mesh 
powders. 

60 Likewise, the binder content of the slurry may vary 
appreciably, depending on the nature of the binder and 
skeletal material and the mesh size of the powders pres- 
ent. If an extremely fine powder is used, the binder 
content should be increased, of course. The amount 
65 of binder need be only sufficient to prevent collapse of 
the ceramic structure during burnout of the organic 
base, or it may constitute the entire final structure. Best 
results usually are obtained when the binder constitutes 
at least 20% of the weight of the slurry. The granular 
70 ceramic or non-cement portion of the mix preferably 
should not exceed about 75% or 80% by weight of the 
slurry, although the practical maximum is that amount 


9/17/05, EAST Version: 2.0.1.4 


3,090,094 


which still permits sufficient cement to be present to 
prevent collapse of the structure during burnout. Thus 
it will be seen that the cement or binder in the slurry 
actually will also function as the ceramic or refractory 
which constitutes the final product. Unless otherwise 
indicated, therefore, the term "ceramic" is used in the 
appended claims as encompassing this type of binder. 

As hereinbefore stated, the preferred binder consists 
essentially of calcium aluminate with the remainder be- 


of the cells were provided with a relatively thin coating 
of the slurry. The slab was next heated for about thirty 
minutes at a temperature of about 300* F. to remove the 
volatile constituents and harden the cement, after which it 
was fired to approximately 2100° F. over an eight-hour 
period. The vitrified, open-celled ceramic foam article 
made by this procedure possessed satisfactory strength and 
excellent pore structure. 

Another slurry which was tested consisted, by weight, 


ing either sodium silicate or phosphoric acid, preferably J0 of about 10% calcium aluminate, 10% sodium silicate, 

10% water and the balance an alumina base batch con- 
sisting of 94% Al 2 0 3 , 3% Si0 2 and 3% talc. The open- 
celled ceramic structure produced from this composition 
also proved to be satisfactory. Likewise, a slurry com- 


in the form of an aqueous solution. If used with com- 
mercial sodium silicate containing approximately 60% 
water, the amount of calcium aluminate normally should 
constitute about 30% to 70% of the weight of the binder. 


When a silicate-type binder is employed, a small amount 15 posed, by weight, of about 67% powdered zircon, 10% 
~* ' » ^ „ : „ i _i calcium aluminate, 15% phosphoric acid (75% H 3 P0 4 , 

25% H 2 0) and 8% additional water was evaluated and 
found to produce a useful article. 
Various clays, such as bentonite, ball clay and kaolin, 


of wetting agent may be beneficially included in the slurry 
or glycerin may be substituted for the water. If phos- 
phoric acid is used, the mole ratio of aluminate to acid 
preferably should not be less than one, The supporting 


polyurethane structure usually will be destroyed prema- 2 n can bc beneficially added to the above-described slurries 
r.^i,, .t k , — 1 * 1 A ■ € * to insure against collapse of the ceramic structure during 

burnout of the foam. The inclusion of approximately 
10% by weight of clay in this solution aids in supporting 
the structure during the firing operation. 

The firing temperature depends upon the particular 
ceramic used in the process and the temperature to which 
the resultant article is to be subjected. For example, 
porous structures formed from compositions containing 
considerable calcium aluminate and sodium silicate or 
phosphoric acid will harden at room temperature, and 
the firing temperature need be only high enough to burn 
out the organic material. Other structures, such as those 
in which calcium aluminate cement is used primarily as 
a temporary binder to permit the organic 


turely if the phosphoric acid content exceeds that of cal 
cium aluminate on a molar basis. 

The slurry must be sufficiently viscous to prevent ex- 
cessive drainage from the porous supporting structure af- 
ter coating. Of course, its viscosity should not be so 
great as to restrict penetration of the slurry into the cells 
upon compression and expansion of the structure. The 
thickness of the cement coating on the supporting mem- 
branes will vary with the viscosity of the slurry as well 
as by its composition and amount applied. 

The following specific embodiments will serve to more 
fully illustrate the invention: 

Example 1 


25 


30 


calcium aluminate, 15% phosphoric acid (75% H3PO4, 
25% H 2 0) and 8% additional water. A rectangular slab 
of open-cell polyurethane foam was immersed in this 


„, , . . , * ----- — r- - ». S u.»w support ma- 

We prepared an aqueous slurry composed, by weight, 35 tenal to be safely burned out, may need to be fired at a 
of about 67% of 100 mesh and finer zircon powder, 10% temperature sufficiently high to permit sintering of the 
r ,i ,,mr, 1 ^ „K «^,,^, , i i < of. o o^ ceramic materials present. Hence, the firing temperature 

depends on the nature of the constituents, their particle 
3 . ... , sizes » and th e types and amounts of fluxes used, if any. 

slurry and, while so immersed, was alternately compressed 4Q In general, it appears that the firing temperat 

and permitted to expand until the slurry extended com- c ~~~ ^ 

pletely through the foam. This required approximately 
two minutes. The foam slab was then removed from the 
solution and the excess slurry squeezed out. Next, the 
slab was heated for about two hours at 200° F. to evap- 
orate the water, and then it was fired from room tempera- 
ture to approximately 2550° F. and back to room tem- 
perature over an eight-hour period. The resultant rec- 
tangular, open-celled porous ceramic article had excel- 
lent physical strength for use as a high heat-resistant fil- 
ter for molten metals. 

Example II 

A composition similar to that described in Example I 


was prepared, except that 3% by weight of vanadium pent- m S n tem Perature 


. — ure may vary 

from about 500° F. to 3000° F. If the porous ceramic 
article is to be used at extremely high temperatures, the 
article should be vitrified by the firing operation. 

Of course, the firing time is governed to a considerable 
extent by the maximum temperature attained. To avoid 
0 damage due to heat shock, the coated article is heated 
gradually to the maximum firing temperature and then 
cooled slowly. Excellent results have been obtained with 
an eight-hour firing cycle in which the article is heated 
from room temperature to 25000° F. over a four-hour 
period and gradually cooled to room temperature during 
the next four hours. Of course, to prevent rupture of the 
thin ceramic walls, it is always desirable to evaporate the 
liquid in the slurry before exposing the article to a very 


50 


oxide powder having a —325 mesh size was substituted 
for 3% of the zircon powder. The processing procedure 
also was the same, but a larger celled polyurethane foam 
was used, and the treated slab was fired to a temperature 
of about 2450° F. during the eight-hour cycle. The 
ceramic structure thus produced was used as a catalyzer 
for the oxidation of unburned hydrocarbons in vehicle 
engine exhaust gas. 

Example III 

We prepared an aqueous slurry consisting, by weight, 
of about 59% milled alumina, 15% calcium aluminate, 
16% phosphoric acid (75% H 3 P0 4 , 25% H a O) and 10% 
additional water. A rectangular slab of open-cell poly- 


60 
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As hereinbefore indicated, porous ceramic structures of 
the type described above are useful as supports for cata- 
lysts employed in the combustion of exhaust gases. Ac- 
cordingly, we have taken cylindrical speciments of poly- 
urethane foam approximately four inches in length and 
two and one-half inches in diameter and coated these 
speciments with the cement described in Example I 
above. Immediately after coating, the treated foam speci- 
mens were inserted into ground but unfired sleeves having 
%6-inch thick walls formed from a high alumina compo- 
sition, such as one consisting, by weight, of about 90% 
alumina, 4.7% clay, 4% talc and 1.3% strontium car- 
bonate. The inner diameters of these sleeves were slightly 
smaller than the diameters of the coated foam cylinders. 


urethane foam was immersed in this slurry and, while so 70 N ? x£ » tne coated polyurethane foam inserts were per- 


immersed, was alternately compressed and permitted to 
expand to its original shape until the slurry occupied vir- 
tually all the pores in the slab. The saturated foam slab 
then was removed from the impregnating solution and 
the excess slurry squeezed out. In this manner, the walls 75 


mi t ted to harden within the sleeve, and the assemblies 
were fired at temperatures ranging from approximately 
2550° F. to 2950° F. The finished products were then 
assembled in exhaust systems of automobiles. 
In another application, coated foam slabs nine inches 
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square and one inch thick were each sandwiched between 
two V6-inch thick mesh fiber cord sheets coated with a 
cement composed, by weight of about 66% zircon 
powder, 10% calcium aluminate, 15% phosphoric acid 
(75% H 3 P0 4 , 25% H 2 0) and 8% additional water. 
After assembly, the units were placed upon flat steel 
plates, weighted to insure intimate contact between the 
parts and to prevent warpage, and hardened by heating 
. for two hours at a temperature of 200* F. These as- 
semblies then were fired to about 2550° F. in eight hours 
to vitrify the ceramic. During the firing cycle, the as- 
semblies were positioned on flat plates which had been 
coated with thin layers of boralon powder to prevent 
development of shrinkage cracks. The resultant prod- 
ucts were used as filters for molten aluminum. 

The open-celled porous ceramic structures produced 
by the above-described process contain an appreciably 
higher percentage of voids than do porous ceramic ar- 
ticles manufactured by other methods. For example, 
in the past an organic filler has been mixed with a ceramic 
powder and the resultant article fired to burn out the 
filler. Since a very large amount of filler is required 
in order to produce interconnected cells by this method, 
the article either is very weak or has a high percentage 
of closed cells. , 

While our invention has been described by means of 
certain specific examples, it is to be understood that its 
scope is not to be limited thereby except as defined by 
the following claims. 

We claim: 

1. A method of making an open-celled, porous ceramic 
article which comprises immersing an open-celled element 
of spongy material in a slurry containing a ceramic 
coating material to coat cell-defining walls of said ele- 
ment, removing excess slurrry from said element, and 
firing said element to remove the spongy material and 
form a hardened structure of porous ceramic. 

2. A method of making an opcn-celled, porous ceramic 
article which comprises immersing an open-celled ele- 
ment of spongy material in a slurry containing ceramic 
powder and binder to coat cell-defining walls of said 
clement, removing excess slurry from the ceramic-coated 
element thus produced, and heating said element at a 
temperature and for a time sufficient to remove the 
spongy material and harden said binder. 

3. A method of making an open-celled, porous ceramic 
article which comprises immersing an open-celled, 
spongy pad in a slurry containing a ceramic coating ma- 
terial, retaining said pad in said slurry for a period of 
time sufficient to coat cell-defining walls of said pad, 
removing excess slurry from the resultant ceramic-coated 
element, and firing said element at a temperature of 
about 500° F. to 3000° F. to remove the organic ma- 
terial and form a solidified structure of porous ceramic. 

4. A method of making an open-celled, porous ceramic 
article which comprises immersing an open-celled, flex- 
ible element of organic material in a slurry containing 
ceramic binder and at least one finely-divided ceramic 
powder selected from the group consisting of zirconia, 
zircon, petalite, mutlite, talc, silica and alumina, retain- 
ing said element in said slurry for a period of time suf- 
ficient to coat cell-defining walls of said element, remov- 
ing excess slurry from the ceramic-coated, porous ele- 
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ment thus produced, and firing said element to remove 
the organic material, vitrify the ceramic and produce a 
hard, self-sustaining, open-celled ceramic article having 
the shape and internal structure of the original pliable 
element. 

5. A method of making an open-celled, porous ceramic 
article which comprises immersing an open-cell poly- 
urethane foam element in a slurrry containing a ceramic 
coating material to cause cell-defining walls of said ele- 
ment to become coated with said slurry, removing excess 
slurry from the ceramic-coated element, and thereafter 
firing said element at a temperature sufficient to burn 
out the polyurethane and form a hardened structure of 
porous ceramic. 

6. A method of making an open-cell, porous ceramic 
article which comprises immersing an open-cell poly- 
urethane foam pad in an aqueous slurry containing 
finely-divided ceramic powder and ceramic binder, flex- 
ing said pad while in said slurry to coat inner, cell-de- 
fining walls of said element, squeezing out excess slurry 
from the resultant ceramic-coated pad, and thereafter 
firing said pad at a temperature of about 500° F. to 3000° 
F. to burn out the polyurethane to thereby produce a 
hard, self-sustaining, open-celled ceramic article having 
the shape and internal structure of the original poly- 
urethane foam pad. 

7. A method of making an open-celled, porous ceramic 
article which comprises immersing an open-celled, porous 
element of flexible, organic material in a slurry consist- 
ing essentially of about 20% to 80% by weight of ceramic 
nowder and 20% to 80% by weight of ceramic binder, 
retaining said clement in said slurry for a period of 
time sufficient to coat cell-defining walls of said element, 
removing excess slurry from said element, and thereafter 
firing said element at a temperature of about 500° F. to 
3000° F. for a period of time sufficient to remove the 
organic material and vitrify the ceramic. 

8. A method of making an open-celled, porous ceramic 
article which comprises immersing an open-cell poly- 
urethane foam pad in a slurry consisting essentially of 
about 20% to 75% by weight of finely-divided ceramic 
powder, 20% to 75% by weight of a binder composed 
of approximately 30% to 70% by weight of calcium 
aluminate and 30% to 70% by weight of a member 
selected from the group consisting of phosphoric acid 
and sodium silicate, and the balance substantially all 
water, retaining said pad in said slurry for a period of 
time sufficient to coat the inner, cell-defining walls of 
said pad, compressing said pad to remove excess slurry 
therefrom, heating said pad to evaporate volatile con- 
stituents in said slurry, and thereafter firing said coated 
pad at a temperature of about 500° F. to 3000° F. for a 
period of time sufficient to burn out the polyurethane 
and vitrify the ceramic to thereby produce a hard, self- 
sustaining, open-celled ceramic article having the shape 
and internal structure of the original porous element. 
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